In order to solve the frosting and blockage problem of an air conditioning evaporator's fin in winter, the nanoporous aluminum plates with low surface energy has been proposed in this paper, which are fabricated by an anodizing method and then modified by lauric acid. The nanoporous aluminum plates with different nanoporous diameters ranging from 15 nm to 400 nm are obtained by changing the magnitude of the oxidation current. The surface contact angle of the nanoporous aluminum plates is an important factor influencing its surface frost and condensation. The test results show that the surface contact angle is decreased with the increasing of nanoporous diameter. When the nanoporous aluminum plates are modified by lauric acid, the contact angle is proportional to the nanoporous diameter, and the maximum contact angle can reach about 171 • . A set of experimental instruments has been set up to simulate the typical winter climate in northern China, and the frosting properties of the nanoporous aluminum plate's fin is analyzed by experiment. The results show that increasing the contact angle of aluminum plates can effectively improve its anti-frosting properties. The average frosting rate of the aluminum plate with the contact angle of 60 • is about 0.33 [g/(min·m 2 )], which is 1.74 times that of the aluminum plate with the contact angle of 171 • , whose frosting rate is about 0.19 [g/(min·m 2 )]. After taking the expanded aperture processing to the aluminum plate, the diameter with 30 nm, 100 nm, 200 nm, 300 nm, and 400 nm nanoporous aluminum plates are obtained and the polished aluminum plates are also prepared for comparing. Through the test results, the nanoporous aluminum plates are shown to have anti-frosting properties, and the nanoporous aluminum plates with diameter of 300 nm are shown to have the best anti-frosting properties. The calculation mode of frosting growth is derived on the base of experimental results. This research will be helpful in indicating the potential research area of the low-carbon-emission and energy-saving technology for the researchers all over the world.
Introduction
Frosting on solid surfaces is common and it can result in energy waste, such as in air conditioning-the frost and ice accumulated in heat exchangers can lead to a decline in heat transfer efficiency [1] . According to reports, due to the formation of frost, the reduction of heat transfer may be as high as 50-75% [2] . Due to the extra pressure drop and thermal resistance, continuous and uncontrolled frost layer growth on the heat transfer surface will adversely affect the performance
Fabrication of Nanoporous Anodic Aluminium Oxide (AAO)
The detailed processes can be summarized as follows. First, the aluminum plates are placed in the ethanol/acetone solution and then cleaned for 10 min in the ultrasonic cleaner to eliminate the oil. Then activation is conducted in 1 mol/L sodium hydroxide solution for 5 min to further remove the dirt and completely remove the natural oxide film on the surface to reveal the pure metal matrix, which is to ensure the uniformity of the surface. After that, the samples are polished in the polishing liquid (perchloric acid/ethanol solution mixed in the ratio of 1:9) by using the aluminum as the anode and graphite as the cathode, and stirring using the magnetic rod for 2 min, then change the polished liquid to oxalic acid solution at 0 • C control box for 10 min. In this process, the magnitude of current is changed to made different aperture of the nanoporous surface, and the current includes 0 A, 1 A, 2 A, 3 A, 4 A, 5 A, 6 A, 7 A (It should be mentioned that in this experimental environment, continuous increase of current could damage the aluminum plates substrates). According to the equifield strength model, the main chemical reactions are as follows [24] Finally, the samples are immersed in ethanol solution with 1% lauric acid for 30 min, then transmitted into a 120 • C oven for 30 min drying. The super-hydrophobic surface can be successfully prepared. Lauric acid is a saturated fatty acid and is insoluble in water. After nano-alumina surface modifying by lauric acid, a complete single-molecular organic modification layer can be formed on the nano-alumina surface, so that the nano-alumina surface changes from hydrophilic to hydrophobic. At the same time, lauric acid is inexpensive and easy to obtain. Therefore, lauric acid was selected as the surface treatment agent in this experiment. After each step it must be washed with deionized water and dried in a dryer.
Characterization
The surface morphology of the prepared coatings was investigated by scanning electron microscope (SEM) (S-3400N, HITACHI, Japan). The wetting property was evaluated by water contact angle using contact angle measuring instrument (MHT-SD1, China). Each sample was measured in five different locations with an 8-µL deionized water drop and averaged as the final value. The test results are shown in Figures 1-3 . Figure 1 shows the SEM images of AAO by anodized with different magnitude of current. Figures 2 and 3 show the corresponding wettability of the prepared surfaces. Figure 1a shows the aluminum plates that were just polished, being smooth and flat. When the magnitude of current was increased to 1 A (Figure 1b) , it was observed that the nanoporous surfaces were arranged in a dense order on the surface template and shape of the rules of the hexagonal structure, exactly like "honeycomb". The current was increased to 2 A, 3 A, and 4 A (Figure 1c-e) , respectivelyl. The number of nanoporous did not obviously change, but the size increased with the current. The average nanopore size was 15-70 nm. With the magnitude of current increased to 5 A (Figure 1f ), the nanoporous diameter continues to increase, close to 110 nm, another change is that the linear structure appears on the surface, in other words, the surface roughness had increased, while the surface structure had a tendency to be destroyed. Figure 1g showed the SEM images of AAO with current magnitude of 6 A. It could be observed that the nanoporous was fully covered with linear structure, and the porous size were difficult to determine, but it was certain that the surface roughness was further increased; in addition, some nanoporous had been damaged, but still had nanostructures. However, as the current magnitude was increased to 7 A (Figure 1h ), some parts of the surface of the nanostructures were completely destroyed, and the polishing layer appeared. In other words, the surface roughness evolved toward the polishing sheet. In conclusion, both the size of nanoporous and the surface roughness increase as the current increases until the surface structure is destroyed. the nano-alumina surface, so that the nano-alumina surface changes from hydrophilic to hydrophobic. At the same time, lauric acid is inexpensive and easy to obtain. Therefore, lauric acid was selected as the surface treatment agent in this experiment. After each step it must be washed with deionized water and dried in a dryer.
The surface morphology of the prepared coatings was investigated by scanning electron microscope (SEM) (S-3400N, HITACHI, Japan). The wetting property was evaluated by water contact angle using contact angle measuring instrument (MHT-SD1, China). Each sample was measured in five different locations with an 8-μL deionized water drop and averaged as the final value. The test results are shown in Figures 1-3 . Figure 1 shows the SEM images of AAO by anodized with different magnitude of current. Figures 2 and 3 show the corresponding wettability of the prepared surfaces. Figure 1a shows the aluminum plates that were just polished, being smooth and flat. When the magnitude of current was increased to 1 A (Figure 1b) , it was observed that the nanoporous surfaces were arranged in a dense order on the surface template and shape of the rules of the hexagonal structure, exactly like "honeycomb". The current was increased to 2 A, 3 A, and 4 A (Figure 1c-e) , respectivelyl. The number of nanoporous did not obviously change, but the size increased with the current. The average nanopore size was 15-70 nm. With the magnitude of current increased to 5 A (Figure 1f ), the nanoporous diameter continues to increase, close to 110 nm, another change is that the linear structure appears on the surface, in other words, the surface roughness had increased, while the surface structure had a tendency to be destroyed. Figure 1g showed the SEM images of AAO with current magnitude of 6 A. It could be observed that the nanoporous was fully covered with linear structure, and the porous size were difficult to determine, but it was certain that the surface roughness was further increased; in addition, some nanoporous had been damaged, but still had nanostructures. However, as the current magnitude was increased to 7 A (Figure 1h ), some parts of the surface of the nanostructures were completely destroyed, and the polishing layer appeared. In other words, the surface roughness evolved toward the polishing sheet. In conclusion, both the size of nanoporous and the surface roughness increase as the current increases until the surface structure is destroyed. (Figure 4b ). At 0-5 A, the contact angle is inversely proportional to the current. The main reason is that the surface has little or no apparent linear structure. The only impact factor is pore size, and the current is proportional to the pore size. Large nanoporous size increases the new surface area, and then the surface energy can be increased as well [25] . So, the surface energy is inversely proportional to the contact angle. With current increased to 6 A, the contact angle is increased slightly; due to the appearance of the linear structure, the contact of the droplets with the surface may be reduced. As the current increased to 7 A, the surface morphology tends to be polished, therefore it has a similar contact angle with the polishing plate (0 A). After modification by lauric acid, the prepared coating has been changed from hydrophilic state to hydrophobic state, and the contact angle increases with increasing current until the surface damaged. The main reason is that lauric acid can reduce the surface energy of aluminum plates, so that it cannot destroy the droplet surface intermolecular force, showing the Gassie state (Figure 4c ). The maximum contact angle is 171 • , which occurs when the current is 6 A. Therefore, it can be concluded that increasing the surface roughness can increase the air pocket area. Then, by using surfactant modification to reduce the surface energy, the contact area of aluminum plate surfaces can be reduced with droplet surfaces, and increase the contact angle of the aluminum plates. 3 show that when the current is 0 A, 1 A, 2 A, 3 A, 4 A, 5 A, 6 A and 7 A, the contact angle can be reached at 60°, 47°, 36°, 24°, 23°, 29°, 61°, respectively, before the surface modified by lauric acid. Obviously, the wettability should be the Wenzel mode (Figure 4b ). At 0-5 A, the contact angle is inversely proportional to the current. The main reason is that the surface has little or no apparent linear structure. The only impact factor is pore size, and the current is proportional to the pore size. Large nanoporous size increases the new surface area, and then the surface energy can be increased as well [25] . So, the surface energy is inversely proportional to the contact angle. With current increased to 6 A, the contact angle is increased slightly; due to the appearance of the linear structure, the contact of the droplets with the surface may be reduced. As the current increased to 7 A, the surface morphology tends to be polished, therefore it has a similar contact angle with the polishing plate (0 A). After modification by lauric acid, the prepared coating has been changed from hydrophilic state to hydrophobic state, and the contact angle increases with increasing current until the surface damaged. The main reason is that lauric acid can reduce the surface energy of aluminum plates, so that it cannot destroy the droplet surface intermolecular force, showing the Gassie state (Figure 4c ). The maximum contact angle is 171°, which occurs when the current is 6 A. Therefore, it can be concluded that increasing the surface roughness can increase the air pocket area. Then, by using surfactant modification to reduce the surface energy, the contact area of aluminum plate surfaces can be reduced with droplet surfaces, and increase the contact angle of the aluminum plates. 
Theoretical Analysis
Frost formation on a cold surface need to water vapor removal a part of energy which is expressed by Gibbs free energy [6] .
And its differential form is given by
The process of phase change is isothermal, so
The latent free energy [6] 
Under thermodynamic equilibrium, the water vapor nucleation tends to reach a minimum energy state in which either a homogeneous or a heterogeneous is attained [26] . As shown in Figure 5 . 
Under thermodynamic equilibrium, the water vapor nucleation tends to reach a minimum energy state in which either a homogeneous or a heterogeneous is attained [26] . As shown in Figure 5 . Both surface area and volume of heterogeneous nucleation are smaller than homogeneous nucleation, which is mainly caused by surface tension at the three interfaces. As a consequence, the energy required to initiate the nucleation process is lower.
Associated with the surface tensions at the embryo interfaces, the total nucleation energy can be calculated from [6] ( ) ew ew sw se se e , sat s tot
By a mathematical geometry calculation for a semispherical embryo of radius r as in Figure 5b , this equation could be obtained (10) Combining Equation (6) to Equation (10), Equation (5) 
The Gibbs free energy is the potential barrier for supersaturated vapor to change from its metastable phase into the stable phase. And the phase transition can happen only if the process will result in a decrease in the Gibbs free energy of the system. There will be an critical radius, r , for the initial water droplet to promote the Gibbs free energy decrease as the water droplet grows.
Making: Both surface area and volume of heterogeneous nucleation are smaller than homogeneous nucleation, which is mainly caused by surface tension at the three interfaces. As a consequence, the energy required to initiate the nucleation process is lower.
Associated with the surface tensions at the embryo interfaces, the total nucleation energy can be calculated from [6] 
By a mathematical geometry calculation for a semispherical embryo of radius r as in Figure 5b , this equation could be obtained
A se = 2πrh (8)
Combining Equation (6) to Equation (10), Equation (5) can be rewritten as
The Gibbs free energy is the potential barrier for supersaturated vapor to change from its metastable phase into the stable phase. And the phase transition can happen only if the process will result in a decrease in the Gibbs free energy of the system. There will be an critical radius, r for the initial water droplet to promote the Gibbs free energy decrease as the water droplet grows.
Making:
which yields
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So the minimum energy barrier to be overcame could be obtained by substituting Equation (13) into Equation (11) .
From Equation (14), the conclusion can be obtained that at the same temperature and same relative humidity, minimum energy barrier is proportional to ƒ(θ).
From Equation (15) 
Since θ is within 0 • and 180 • , and sinθ ≥ 0, therefore,
That is to say, ƒ(θ) is monotonically increasing with θ. Hence, increasing the surface contact angle will increase its energy barrier to improve the surface's frost resistance.
Experimental Test
In order to investigate the frosting properties of the prepared aluminum sheets, a set of testing rigs were designed and test results analyzed by a weighing method. The testing was carried out on a cold surface temperature of −10 • C, ambient temperature of −6 • C, relative humidity of 58%, and the average wind speed at the surface was 1.5 m/s, which is a typical winter environment in northern China. Further tests will be conducted for wide range of the temperature and relative humidity. The testing rigs can simulate the real running environmental of the evaporator heat transfer fins. The testing time is 30 min, 60 min, 90 min, 120 min, 150 min, and 180 min, respectively. Then, by calculating the difference in weight with the initial aluminum plate, the frosting properties can be analyzed.
System Description
The proposed system (as shown in Figure 6 ) is constituted of the low temperature humidity chamber, semiconductor refrigerator, temperature and humidity control box (contain dehumidifier, mobile air conditioning and ultrasonic humidifier), duct, closed box, condensate container, diversion grid, and copper plate.
The working principle of the system can be summarized as follows: Air going into the low temperature humidity chamber will first pass through the temperature and humidity control box, which is guarantee the testing rig to adapt the variety environment conditions, and to keep the air parameters consistent. The function of the semiconductor refrigerator is to reduce the enthalpy of the air to decreases the air temperature difference with the closed box, and the draught fan can draw the air enter into the low temperature humidity chamber. The air will produce condensate in the pipe, so a condensate container is set up. When the air enters the closed box, it first passes through the diversion grid that can insure the air enters the lower layer of the box and reaches the testing aluminum plate's surface uniformly. The low temperature humidity chamber is cooled by air; the cold air will pass through the diversion grid and reach at the copper plate, and the temperature of the copper plate is tested by thermocouples. Before starting a test, the low temperature humidity chamber is turned on, and the temperature is set to the prescribed value. During the cooling process of the copper plate, the temperature and humidity control box and semiconductor refrigerator will run, but the draught fan and the air valve did not to turn on. The purpose is to isolate the aluminum plate surfaces from the Energies 2018, 11, 2797 9 of 25 air. When the plate's temperature reached its prescribed value and the whole system is keeping steady, the draught fan begins to operate, the valve is opened, and date acquisition begins to run. aluminum plate's surface uniformly. The low temperature humidity chamber is cooled by air; the cold air will pass through the diversion grid and reach at the copper plate, and the temperature of the copper plate is tested by thermocouples. Before starting a test, the low temperature humidity chamber is turned on, and the temperature is set to the prescribed value. During the cooling process of the copper plate, the temperature and humidity control box and semiconductor refrigerator will run, but the draught fan and the air valve did not to turn on. The purpose is to isolate the aluminum plate surfaces from the air. When the plate's temperature reached its prescribed value and the whole system is keeping steady, the draught fan begins to operate, the valve is opened, and date acquisition begins to run. Figure 6 . Schematic of the proposed system. 1-low temperature humidity chamber; 2-semiconductor refrigerator; 3-air valve; 4-draught fan; 5-dehumidifier; 6-mobile air conditioning; 7-ultrasonic humidifier; 8-air outlet; 9-closed box; 10-condensate container; 11-diversion grid; 12-copper plate; 13-Al plates; 14-thermocouples; 15-wind speed probes; 16-temperature/humidity probes; 17-multichannel temperature/humidity detection system; 18-multichannel temperature monitor.
Construction of the Testing Rig
In order to investigate the frosting properties of the prepared aluminum plates, the testing rig (shown in Figure 7 ) was constructed at the laboratory of Guangdong University of Technology, China. The characteristics of the devices used in the experiments are presented in Table 1 . The temperature and humidity control box of 1200 mm in length, 700 mm in width, and 900 mm in height is made of color-coated steel insulation panels of 50-mm thickness, which includes a dehumidifier, mobile air conditioning, and a humidifier for producing different air humidity. The mobile air conditioning is present to ensure the parameters of the air entering the low-temperature humidity chamber is kept consistent. The duct is made of plastic with a 40-mm diameter and it is wrapped with insulating material with a thermal conductivity in the range of at 0.04-0.2 W/(m•k) to prevent ice formation. The closed box with a length, width, height and thickness of each at 250 mm, 200 mm, 150 mm, and 20 mm, respectively, are made of extruded sheet. The condensate container is made of plastic with 50 mm diameter and 50 mm in height. The upper diversion grid is made of wood with a 5-mm diameter pores and the pitch of the pores are 10 mm. The under diversion grid is Figure 6 . Schematic of the proposed system. 1-low temperature humidity chamber; 2-semiconductor refrigerator; 3-air valve; 4-draught fan; 5-dehumidifier; 6-mobile air conditioning; 7-ultrasonic humidifier; 8-air outlet; 9-closed box; 10-condensate container; 11-diversion grid; 12-copper plate; 13-Al plates; 14-thermocouples; 15-wind speed probes; 16-temperature/humidity probes; 17-multichannel temperature/humidity detection system; 18-multichannel temperature monitor.
In order to investigate the frosting properties of the prepared aluminum plates, the testing rig (shown in Figure 7 ) was constructed at the laboratory of Guangdong University of Technology, China. The characteristics of the devices used in the experiments are presented in Table 1 . The temperature and humidity control box of 1200 mm in length, 700 mm in width, and 900 mm in height is made of color-coated steel insulation panels of 50-mm thickness, which includes a dehumidifier, mobile air conditioning, and a humidifier for producing different air humidity. The mobile air conditioning is present to ensure the parameters of the air entering the low-temperature humidity chamber is kept consistent. The duct is made of plastic with a 40-mm diameter and it is wrapped with insulating material with a thermal conductivity in the range of at 0.04-0.2 W/(m·k) to prevent ice formation. The closed box with a length, width, height and thickness of each at 250 mm, 200 mm, 150 mm, and 20 mm, respectively, are made of extruded sheet. The condensate container is made of plastic with 50 mm diameter and 50 mm in height. The upper diversion grid is made of wood with a 5-mm diameter pores and the pitch of the pores are 10 mm. The under diversion grid is made of stainless steel with 20 mm diameter porous and the pitch of porous are 10 mm. The copper plate with the length, width and thickness of each at 300 mm, 250 mm, and 0.5 mm respectively, and the thermal conductivity is about 400 W/(m·k).
Energies 2018, 11, x FOR PEER REVIEW 10 of 25 made of stainless steel with 20 mm diameter porous and the pitch of porous are 10 mm. The copper plate with the length, width and thickness of each at 300 mm, 250 mm, and 0.5 mm respectively, and the thermal conductivity is about 400 W/(m•k). 
Results and Discussion
Through the above testing equipment, the frost weight of different aluminum plates under different working conditions can be obtained. The frost weight changes with time can be derived, and the effect of contact angle and nanopores on the frosting properties of aluminum plates can be analyzed.
The Effect of Contact Angle on the Frosting
From the experimental measurements and calculation, the weight of the frost and the average frosting rate can be derived and analyzed, the effect of contact angle on the frosting properties of aluminum plates can be gained. The results of the testing is presented and discussed as follows.
1.
The frost weight is increased with the time and it has a linear growth trend with the time increasing. The fitting models formula between frost weight and time are shown in Table 2 . 2.
It can be seen from this diagram that the contact angle has a strong effect on the frost deposition process. The frost weight reaches the maximum at 0.31 g, corresponding to the aluminum plate with the contact angle of 60 • , which is 1.8 times to the aluminum plate with the contact angle of 171 • (0.17 g). 3 .
After 1 h, except for the aluminum plates with the contact angle of 154 • , 168 • and 171 • , the other aluminum plates corresponding to the curve in Figure 8 are a cross-phenomenon or very close to it, and after 2 h, only the aluminum plate with the contact angle of 171 • did not appear cross-phenomenon or very closely. It is due to the surface hydrophobicity that can only influence the early-stage behavior of frost formation before the aluminum sheet is completely covered by the frost. It will not produce any significant effects on the longer-term frost deposition process [27] . So it can be concluded that the aluminum plates with the contact angle of 60 • , 116 • , 125 • and 139 • are completely covered by the frost after 1 h, and the superhydrophobic aluminum plates with the contact angle of 154 • and 168 • are completely covered by the frost after 2 h, and the superhydrophobic aluminum plate with the contact angle of 171 • ca not be completely covered by the frost after 3 h yet. These test results show that the frosting time can be prolonged with the increasing contact angle. 4. Figure 9 shows the average frosting rate with a different contact angle. As the aluminum plates contact angle increases, the frost weight growth rate is decreased sharply. The frosting rate correspond to the aluminum plate with the contact angle of 60 • is 0.33 [g/(min·m 2 )], and correspond to the aluminum plate with the contact angle of 171
The phenomenon of this experiment is consistent with the results of theoretical analysis. A large contact angle can lead to a large Gibbs free energy, and then the potential barrier needed for frost formation can also be improved, therefore the aluminum plates with large contact angle will have a better anti-frosting performance than those with small contact angle. 
The Effect of Nanoporous Size on Frosting
To further explore the effects of different nanopore diameters on surface frosting properties, nanoporous aluminum plates with 30 nm, 100 nm, 200 nm, 300 nm, and 400 nm diameter were prepared by anodic oxide and then undergo expand aperture processing (It should be mentioned that the aperture-expanding process was completed by another company), the polished aluminum plates was also be prepared in order to compare. Keeping the same test equipment and test methods, the test conditions are as followings: aluminum surface temperature is about −5 °C, −10 °C, −15 °C, −20 °C and −25 °C, ambient relative humidity is about 60% and 90%, and the environment ambient temperature is always keeping about −5 °C, which can invest the frosting properties of different nanoporous aluminum plates under different conditions. The testing time are 1 h, 2 h, 3 h, 4 h and 5 h, respectively, then the difference in weight comparing with the initial aluminum plate can be 
To further explore the effects of different nanopore diameters on surface frosting properties, nanoporous aluminum plates with 30 nm, 100 nm, 200 nm, 300 nm, and 400 nm diameter were prepared by anodic oxide and then undergo expand aperture processing (It should be mentioned that the aperture-expanding process was completed by another company), the polished aluminum plates was also be prepared in order to compare. Keeping the same test equipment and test methods, the test conditions are as followings: aluminum surface temperature is about −5 • C, −10 • C, −15 • C, −20 • C and −25 • C, ambient relative humidity is about 60% and 90%, and the environment ambient temperature is always keeping about −5 • C, which can invest the frosting properties of different nanoporous aluminum plates under different conditions. The testing time are 1 h, 2 h, 3 h, 4 h and 5 h, respectively, then the difference in weight comparing with the initial aluminum plate can be calculated and the frosting properties can be analyzed. The results of the testing can be presented and discussed as follows. Figures 10-14 , some conclusions can be obtained:
By analyzing

1.
The frost weight of six aluminum plates increases with time, when the aluminum surface temperature is −5 • C or −10 • C, the rate of frost growth increases with time. At −15 • C, the rate of frost growth increases with time firstly, and then gradually slow down. At −20 • C or −25 • C, the rate of frost growth is gradually decreasing with time, and the growth rate is very large at the beginning; 2.
In low relative humidity environments, the amount of frosting increases as the surface temperature of the aluminum plates decreases, which means that increasing the surface temperature can reduce the amount of frost on the aluminum plates. 3.
Among the six aluminum plates, the 300-nm diameter aluminum plates have the best anti-frosting properties, and the nanoporous diameter aluminum plates have better anti-frosting properties than the polished aluminum plate.
4.
Take the frosting weight of the polished aluminum plates as a reference, the reduction rate of frosting weight can be calculated of the nanoporous diameter aluminum plates relative to the polished aluminum plates, when the ambient relative humidity is 60%. The results shown in Table 3 . calculated and the frosting properties can be analyzed. The results of the testing can be presented and discussed as follows. By analyzing Figures 10-14 , some conclusions can be obtained:
1. The frost weight of six aluminum plates increases with time, when the aluminum surface temperature is −5 °C or −10 °C, the rate of frost growth increases with time. At −15 °C, the rate of frost growth increases with time firstly, and then gradually slow down. At −20 °C or −25 °C, the rate of frost growth is gradually decreasing with time, and the growth rate is very large at the beginning; 2. In low relative humidity environments, the amount of frosting increases as the surface temperature of the aluminum plates decreases, which means that increasing the surface temperature can reduce the amount of frost on the aluminum plates. 3. Among the six aluminum plates, the 300-nm diameter aluminum plates have the best anti-frosting properties, and the nanoporous diameter aluminum plates have better anti-frosting properties than the polished aluminum plate. 4. Take the frosting weight of the polished aluminum plates as a reference, the reduction rate of frosting weight can be calculated of the nanoporous diameter aluminum plates relative to the polished aluminum plates, when the ambient relative humidity is 60%. The results shown in Table 3 . From Table 3 and Figure 15 , some conclusions could be obtained:
1. The frosting weight reduction rate of the aluminum plates is increased with the nanoporous diameter until it reaches to 300-nm, which is the best nanoporous diameter to exhibit anti-frosting properties. The nanoporous aluminum plates with 400-nm diameter has better frosting reduction rate than the plates with 30-nm diameter and 100-nm diameter. 2. For the same aluminum plates, the frosting weight reduction rate is increased with the aluminum surface temperature. So, increasing the aluminum surface temperature can improve the anti-frost properties of the nanoporous aluminum plates; 3. When the aluminum surface temperature is −5 °C, the frosting weight reduction rate of the 300-nm diameter nanoporous aluminum plates can be reached to the maximum value, which is 53.03%, and the 30-nm diameter nanoporous aluminum plates is 19.02%. From Table 3 and Figure 15 , some conclusions could be obtained:
1.
The frosting weight reduction rate of the aluminum plates is increased with the nanoporous diameter until it reaches to 300-nm, which is the best nanoporous diameter to exhibit anti-frosting properties. The nanoporous aluminum plates with 400-nm diameter has better frosting reduction rate than the plates with 30-nm diameter and 100-nm diameter.
2.
For the same aluminum plates, the frosting weight reduction rate is increased with the aluminum surface temperature. So, increasing the aluminum surface temperature can improve the anti-frost properties of the nanoporous aluminum plates; 3.
When the aluminum surface temperature is −5 • C, the frosting weight reduction rate of the 300-nm diameter nanoporous aluminum plates can be reached to the maximum value, which is 53.03%, and the 30-nm diameter nanoporous aluminum plates is 19.02%. From Table 3 and Figure 15 , some conclusions could be obtained:
1. The frosting weight reduction rate of the aluminum plates is increased with the nanoporous diameter until it reaches to 300-nm, which is the best nanoporous diameter to exhibit anti-frosting properties. The nanoporous aluminum plates with 400-nm diameter has better frosting reduction rate than the plates with 30-nm diameter and 100-nm diameter. 2. For the same aluminum plates, the frosting weight reduction rate is increased with the aluminum surface temperature. So, increasing the aluminum surface temperature can improve the anti-frost properties of the nanoporous aluminum plates; 3. When the aluminum surface temperature is −5 °C, the frosting weight reduction rate of the 300-nm diameter nanoporous aluminum plates can be reached to the maximum value, which is 53.03%, and the 30-nm diameter nanoporous aluminum plates is 19.02%. By analyzing Figures 16-20 , some conclusions can be obtained:
1.
When the relative humidity reaches about 90%, the growth rate of frosting at different temperatures shows a decreasing trend gradually.
2.
In high relative humidity environments, when the aluminum surface temperature is −5 • C or −10 • C, the nanoporous aluminum plates show a certain anti-frosting performance relative to polished aluminum plates, and −5 • C is better than −10 • C. At −15 • C, anti-frosting properties of the nanoporous aluminum plates is significantly decreased comparing with the polished aluminum plates. When it reaches to −20 • C or −25 • C, the nanoporous aluminum plates completely lost its anti-frosting properties, and their frosting increasing curve keep the same. 3.
Frosting weight increases with temperature decreasing, when the surface temperature is −25 • C, the nanoporous aluminum plates with 400 nm diameter can be reached to the maximum value, which is 125.27 mg.
4.
Take the frosting weight of the polished aluminum plates as a reference, the reduction rate of frosting weight can be calculated of the nanoporous diameter aluminum plates relative to the polished aluminum plates, when the ambient relative humidity is 90%. The results shown in Table 4 .
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By analyzing Figures 16-20 , some conclusions can be obtained:
1. When the relative humidity reaches about 90%, the growth rate of frosting at different temperatures shows a decreasing trend gradually. 2. In high relative humidity environments, when the aluminum surface temperature is −5 °C or −10 °C, the nanoporous aluminum plates show a certain anti-frosting performance relative to polished aluminum plates, and −5 °C is better than −10 °C. At −15 °C, anti-frosting properties of the nanoporous aluminum plates is significantly decreased comparing with the polished aluminum plates. When it reaches to −20 °C or −25 °C, the nanoporous aluminum plates completely lost its anti-frosting properties, and their frosting increasing curve keep the same. 3. Frosting weight increases with temperature decreasing, when the surface temperature is −25 °C, the nanoporous aluminum plates with 400 nm diameter can be reached to the maximum value, which is 125.27 mg. 4. Take the frosting weight of the polished aluminum plates as a reference, the reduction rate of frosting weight can be calculated of the nanoporous diameter aluminum plates relative to the polished aluminum plates, when the ambient relative humidity is 90%. The results shown in Table 4 . By analyzing Figures 16-20 , some conclusions can be obtained:
1. When the relative humidity reaches about 90%, the growth rate of frosting at different temperatures shows a decreasing trend gradually. 2. In high relative humidity environments, when the aluminum surface temperature is −5 °C or −10 °C, the nanoporous aluminum plates show a certain anti-frosting performance relative to polished aluminum plates, and −5 °C is better than −10 °C. At −15 °C, anti-frosting properties of the nanoporous aluminum plates is significantly decreased comparing with the polished aluminum plates. When it reaches to −20 °C or −25 °C, the nanoporous aluminum plates completely lost its anti-frosting properties, and their frosting increasing curve keep the same. 3. Frosting weight increases with temperature decreasing, when the surface temperature is −25 °C, the nanoporous aluminum plates with 400 nm diameter can be reached to the maximum value, which is 125.27 mg. 4. Take the frosting weight of the polished aluminum plates as a reference, the reduction rate of frosting weight can be calculated of the nanoporous diameter aluminum plates relative to the polished aluminum plates, when the ambient relative humidity is 90%. The results shown in Table 4 . From Table 4 and Figure 21 , some conclusions could be obtained:
The frost weight reduction rate of each nanoporous aluminum plate can change greatly at different temperatures. The frost weight reduction rate is 0 at T = −20 • C and T = −25 • C, implying that the anti-frosting properties of the nanoporous aluminum plates have completely been lost at a low-temperature and high-humidity environment; 2.
The frost weight reduction rate of nanoporous aluminum plates with 30-nm diameter and nanoporous aluminum plates with 400-nm diameter cannot increase with the surface aluminum temperature due to the influence of humidity on frosting is greater than temperature. 3.
The maximum frost weight reduction rate is 26.68%, when the nanoporous aluminum plates with 300 nm diameter at −5 • C, and the 30 nm diameter nanoporous aluminum plates is 3.14%. From Table 4 and Figure 21 , some conclusions could be obtained:
1. The frost weight reduction rate of each nanoporous aluminum plate can change greatly at different temperatures. The frost weight reduction rate is 0 at T = −20 °C and T = −25 °C, implying that the anti-frosting properties of the nanoporous aluminum plates have completely been lost at a low-temperature and high-humidity environment; 2. The frost weight reduction rate of nanoporous aluminum plates with 30-nm diameter and nanoporous aluminum plates with 400-nm diameter cannot increase with the surface aluminum temperature due to the influence of humidity on frosting is greater than temperature. 3. The maximum frost weight reduction rate is 26.68%, when the nanoporous aluminum plates with 300 nm diameter at −5 °C, and the 30 nm diameter nanoporous aluminum plates is 3.14%. 
Calculation Model
In order to promote the test results, the calculation model is established for predicting the trend of frost weight increasing with test time. From the test results it can be seen that the frost weight with time shows different increasing trend. Under the test conditions where the temperature is higher than −15 °C and the relative humidity is 60%, in time, the frost weight shows the polynomial increasing trend. When the temperature is lower than −15 °C and the relative humidity is 60%, in time, the frost weight shows the exponential polynomial increasing trend.
According to the changing trend of test results, we can suppose the polynomial model formula and the exponential model formula as the following: 
In order to promote the test results, the calculation model is established for predicting the trend of frost weight increasing with test time. From the test results it can be seen that the frost weight with time shows different increasing trend. Under the test conditions where the temperature is higher than −15 • C and the relative humidity is 60%, in time, the frost weight shows the polynomial increasing trend. When the temperature is lower than −15 • C and the relative humidity is 60%, in time, the frost weight shows the exponential polynomial increasing trend.
According to the changing trend of test results, we can suppose the polynomial model formula and the exponential model formula as the following:
The coefficients and regression formula correlation are gained by the test results and shown in Tables 5 and 6 . 
Conclusions
From the above research some conclusions can be derived:
1. The frost weight of the aluminum plate with a contact angle of 60° can reach the maximum of 0.31 g, and it is 1.8 times that of the aluminum sheet with the contact angle of 171° (0.17 g). The influence of the prepared aluminum plates on frost formation is only limited to the aluminum plates which are not completely covered by the frost. It also showed that the frost layer formed on the high contact angle after it melts into water rolls down much easier. This may provide some assistance in reducing the defrost time. 4. The nanoporous aluminum plates have anti-frosting properties and the nanoporous aluminum plates with diameter of 300 nm shows the best anti-frosting properties, but the anti-frosting properties can be lost in a low-temperature and high-humidity environment. 5. The frosting weight reduction rate of the 300 nm diameter nanoporous aluminum plates can be reached about 53.03% on the test conditions of T= −5 °C and φ = 60%. 
